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in order to promote transparency and accountability in the working of every public authority, 
and whereas the attached publication of the Bureau of Indian Standards is of particular interest 
to the public, particularly disadvantaged communities and those engaged in the pursuit of 
education and knowledge, the attached public safety standard is made available to promote the 
timely dissemination of this information in an accurate manner to the public. 
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NATIONAL FOREWORD 

This Indian Standard (Part 2) which is identical with ISO 8020 : 1992 Tools for pressing — Punches 
with cylindrical head and reduced shank' issued by the International Organization for Standardization 
(ISO) was adopted by the Bureau of Indian Standards on the recommendations of the Metal Forming 
Machines Sectional Committee and approval of the Basic and Production Engineering Division Council. 

Due to increased volume of work being done on hand-operated and power-operated presses in the 
country, it had created a need for the standardization of tooling elements for use on such machines. 
Much of the work produced by press working tools necessitates the piercing of holes. To fulfill this 
need, this Indian Standard was first published in 1967 to cover the general requirements for round 
piercing punches up to 14.4 mm effective diameter for making round holes. 

Subsequently in the passage of time, many changes have been introduced in the industry to suit the 
need of the user industries. To bring these changes in this standard, the standard has been revised to 
brought out in four parts. The following major changes have been made: 

a) Types A and B of round piercing punches without head have been deleted as these are no 
longer in use from IS 4296. 

b) Round punches with cylindrical head with straight shank and cylindrical head with reduced 
shank have been included and are covered in Parts 2 and 3 of this standard. 

c) Dimensions of Types D and C have been thoroughly modified and are covered in Parts 1 and 4. 

The main use of punches defined in this standard is for punching holes in steel sheet. They may also 
be used for punching holes in other materials. 

Other three parts of this standard with main title as 'Tools for pressing' are: 

Part 1 Round punches with 60° conical head and straight shank (first revision) 

Part 3 Round punches with cylindrical head and straight shank 

Part 4 Round punches with 60° conical head and reduced shank (first revision) 

The text of the ISO Standard has been approved as suitable for publication as Indian Standard with 
small deviations that radius indicated in the figure has been modified to read as radius should be 
grounded to remove tool marks. 

Certain conventions are, however, not identical to those used in Indian Standards. Attention is particularly 
drawn to the following: 

a) Wherever the words 'International Standard' appear referring to this standard, they should be 
read as 'Indian Standard'. 

b) Comma (,) has been used as a decimal marker in the International Standard while in Indian 
Standards, the current practice is to use a point (.) as the decimal marker. 

In this adopted standard, reference appears to the following International Standard for which Indian 
Standard also exists. The corresponding Indian Standard which is to be substituted in its place is listed 
below along with its degree of equivalence for the edition indicated: 

International Standard Corresponding Indian Standard Degree of 

Equivalence 

ISO 8695 : 1 987 Tools for pressing — IS 1 5300 : 2002 Tools for pressing Identical 

Punches — Nomenclature and terminology — Punches — Nomenclature and 

terminology 

For the purpose of deciding whether a particular requirement of this standard is complied with, the final 
value, observed or calculated, expressing the result of a test or analysis, shall be rounded off in 
accordance with IS 2 : 1 960 'Rules for rounding off numerical values (revised)'. The number of significant 
places retained in the rounded off value should be the same as that of the specified value in this 
standard. 
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Indian Standard 
TOOLS FOR PRESSING 

PART 2 ROUND PUNCHES WITH CYLINDRICAL HEAD AND REDUCED SHANK 



1 Scope 

This Internationa! Standard specifies the basic di- 
mensions and tolerances, in millimetres, of cylindri- 
cal head punches with reduced shank. 

Cylindrical head punches with reduced shank are 
standardized in round, oblong, square and rec- 
tangular shapes. 

It gives examples of materials and their hardness, 
and specifies the designation of punches in accord- 
ance with this International Standard. 

These punches are available with shank diameters, 
Z) t , from 5 mm to 32 mm. 

The main use of the punches specified in this Inter- 
national Standard is for punching holes in steel 
sheet. They may also be used for punching holes in 
other materials. 



2 Normative reference 

The following standard contains provisions which, 
through reference in this text, constitute provisions 
of this International Standard. At the time of publi- 
cation, the edition indicated was valid. All standards 
are subject to revision, and parties to agreements 
based on this International Standard are encour- 
aged to investigate the possibility of applying the 
most recent edition of the standard indicated below. 
Members of IEC and (SO maintain registers of cur- 
rently valid International Standards. 

ISO 8695:1987, Tools for pressing — Punches — No- 
menclature and terminology. 

3 Definitions 

For the purposes of this International Standard, the 
definitions given in ISO 8695 apply. 
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4 Dimensions 

4.1 Perforating punches 

4.1.1 Blanks — Type A 

See figure 1 and table 1. 



Surface roughness values In micrometres 
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Figure 1 
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4.1.2 Perforating punches, round — Type B 

See figure 2 and table 2. 

Surface roughness values In micrometres 
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Figure 2 



Table 2 



Shank 
diameter 


Range of point 
diameter 


Overall length 


Oi 


J6 
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56 


63 


71 
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1 < 0, < 4,9 
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1,6 < 3 <5,9 
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diameter 4 


and length I t 


are left to the manufacturer 


's discretion. 


See 4.1.1 for 


dimensions and tolerances 


of the head a 


nd tolerances 


of D, and /. 







4.1.3 Perforating punches, square (S), rectangular 
(R) and oblong (O) — Type C 

See figure 3 and 1able 3. 
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Surface roughness values in micrometres 
Shapes of point 
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Figure 3 



Table 3 



Shank 
diameter 


Range of point dltr 
S 


tensions for shape 
R or O 






Overall length 

I 






a 

J6 


ft, a and c 
J6 




56 


63 


71 


80 


90 


100 


5 
6 
8 


1 < a < 3,5 
1,6 < a <4,2 

2 < a < 5,6 


1 < ft, o and <- < 4,9 
1,6 < b,a and <r < 5,9 

2 < ft, o and <■ <; 7,9 


X 
X 
X 


X 
X 

X 


X 

X 

X 


X 
X 
X 


X 
X 
X 


X 
X 


10 
13 
16 


3,5 < a < 7 

4,5 < a < 9,1 
6 < o < 11,3 


3,5 < ft, o and c < 9,9 
4,5 <b,a and c < 12,9 
6 < ft, a and <: < 15,9 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 

X 
X 


X 
X 
X 


X 
X 
X 


20 
25 
32 


8 < a < 14,1 
10<o < 17,6 
10 < a< 22,6 


8 < ft, a and r. < 19,9 

10 <ft, o and r < 24,9 
10 < ft, a and c < 31,9 


X 
X 
X 


X 
X 
X 


X 

X 
X 


X 
X 

X 


X 
X 
X 


X 
X 
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NOTE — The point length /,, diameter l) t and length / 2 are left to the manufacturer's discretion. See 4.1.1 for dimensions 
and tolerances of the head and tolerances of D, and / 
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4.2 Pilot punches — Type D 

See figure 4 and table 4. 



Surface roughness values In micrometres 
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*) The diameter 3 of the pilot shall be smaller 
than the diameter of the equivalent punch. 

Figure 4 



4.3 Perforating punches with ejector 
4.3.1 Blanks — Type E 

See figure 5 and table 5. 

Surface roughness values In micrometres 
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Table 4 



Shank 
diameter 


Range of point 
diameter 

]6 


Overall length 
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0,99 < G 3 < 4,9 
1 ,9 < D 3 < 5,9 
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X 
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X 
X 
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NOTE — The point lengths /, and /,, the point shape, 
diameter D 4 and length ! t are left to the manufacturer's 
discretion. See 4.1.1 for dimensions and tolerances of 
the head and tolerances of D, and /. 
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4.3.2 Perforating punches with ejector, round 
Type F 

See figure 6 and table 6. 



Surface roughness values In micrometres 
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Figure 6 



Table 6 



Shank 
diameter 


Range of point 
diameter 

je 


Overall length 

I 


56 


63 


71 


80 


90 


100 


5 
6 
8 


1,6 < D, <4,9 

2,5 < /), <, 5,9 

3 < /), < 7,9 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 

X 


10 
13 
16 


4 < 0, < 9,9 
5 < /) 3 *S 12,9 
8 < /)j < 15,9 


X 

X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
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X 
X 
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20 
25 
32 


12 < />, < 19,9 
16,5 < P 3 < 24,9 
20 < /) 3 < 31,9 


X 
X 
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X 
X 
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X 
X 
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X 
X 
X 


X 
X 
X 


X 
X 
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NOTE — The point length /,, diameter D 4 , length l t and 
the ejector components are left to the manufacturer's 
discretion. See 4.3.1 for dimensions and tolerances of 
the head and tolerances of D, and /. 
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4.3.3 Perforating punches with ejector, square (S), 
rectangular (R) and oblong (O) — Type G 



See figure 7 and table 7 
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Figure 7 



Table 7 



Shank 
diameter 

01 


Range of point din 
S 


tensions for shape 
R or O 






Overall length 

I 






a 
J6 


ft, a and c 
16 




56 


63 


71 


80 


90 


100 


5 
6 
8 


1 < a < 3,5 

1,6 <a<4,2 

2 < a < 5,6 


1 < ft, a and c < 4,9 
1 ,6 < ft, a and c < 5,9 

2 < ft, a and c < 7,9 


X 
X 


X 
X 
X 


X 
X 
X 


X 

X 

X 


X 
X 
X 


X 
X 


10 
13 
16 


3,5 < a < 7 
4,5 < a < 9,1 

6 <a< 11,3 


3,5 < ft, a and c < 9,9 
4,5 < ft, a and e < 12,9 
6 < ft, a and c < 15,9 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 

X 


X 
X 
X 


X 
X 
X 


20 
25 
32 


8 < a < 14,1 
10 < a < 17,6 
10 < fl < 22,6 


8 < ft, a and c < 19,9 
10 sj ft, a and c < 24,9 
10 < ft, a and c < 31,9 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


X 
X 
X 


NOTE — The point length /„ diameter D 4 , length ! 2 and the ejector components are left to the manufacturer's discretion. 
See 4.3.1 for dimensions and tolerances of the head and tolerances of 0, and /. 



5 Material and hardness 

The material is left to the manufacturer's discretion. 
The following hardness values are given as exam- 
ples: 

a) tool steel with 5 % to 12 % Cr 

- point: (62 + 2) HRC 



- head: (45 + 5) HRC 
b) high-speed steel 

- point: (64 ± 2) HRC 

- head: (52 + 5) HRC 

Various shapes of the point are shown in 4.1 2 to 
4.3.3. 
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6 Designation 

A punch in accordance with this International Stan- 
dard shall be designated by 

a) "Punch"; 

b) reference to this International Standard; 

c) the type of punch (A, B, C, D, E. F or G), and its 
shape (S, R or O) if necessary; 

d) its shank diameter, £),, in millimetres; 

e) for types B, C, D, F and G, the point dimensions 
(D 3 , a, or a x b), in millimetres; 



f) its overall length, f, in millimetres. 

EXAMPLES 

A round perforating punch (type B) of shank diam- 
eter D y = 5 mm, of point diameter D 3 = 2 mm and 
of overall length / = 56 mm is designated as fol- 
lows: 

Punch ISO 8020-B-5 x 2 x 56 



A rectangular perforating punch (type CR) of shank 
diameter /}, = 5 mm, of point dimensions 
ax 6 = 2 mm x 3 mm and of overall length 
/ = 56 mm is designated as follows: 



Punch ISO 8020-CR-5 x 2 x 3 x 56 
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